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(57) ABSTRACT 

Described herein is a device for pattern building in layers, 
which has a frame (1), a vertically movable and interchange 
able workpiece platform (17), and a material feeder with a 
spreader (4), whereby the spreader (4) serves to feed mate 
rial from a storage bin situated in the workspace above the 
workpiece platform (17), and the workpiece platform (17) is 
?xed at least when building a pattern. The workpiece 
platform (17) is accordingly loaded into the device from one 
side and unloaded from the other side of the device. 
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DEVICE FOR PATTERN BUILDING IN LAYERS 

[0001] This invention relates to a device for pattern build 
ing in layers, Which has a frame, a vertically movable and 
interchangeable workpiece platform, and a material feeder 
With a spreader, Whereby the spreader serves to feed material 
from a storage bin situated in the Workspace above the 
Workpiece platform, and the Workpiece platform is ?xed at 
least When building a pattern. This invention additionally 
relates to the application of such a device. 

[0002] Foundries currently face neW challenges in the 
development of parts. They can counter the increasing time 
and cost pressures by expanding and becoming full-service 
businesses offering comprehensive development of the 
product, ranging from the design through to manufacturing 
of a casting. This calls for, among others, the integration of 
neW processes. Thus many foundries, for instance, have 
managed to quickly establish themselves as solid business 
partners, primarily for the automobile industry, by investing 
in various rapid prototyping and tooling technologies. 

[0003] For example, it is knoWn that CAD data can be 
utiliZed directly to produce moulds and cores of resin coated 
moulding sand in a sintering plant. This process is called 
selective laser sintering. A layer of resin coated moulding 
sand is deposited on a pre-sintered plate. The energy of a 
sWivelling laser beam is applied to only the sand surfaces to 
be bonded in this layer. The laser beam heats up the sand 
layer locally and triggers the resin curing reaction, thereby 
sintering the moulding sand at those locations. As soon as a 
layer is ?nished, the Working table sinks about 0.2 mm, and 
another layer of sand is deposited. 

[0004] When the building process is complete, the build 
ing platform With its sand pack can be dismounted from the 
machine for mould breakout. Any loose and thermally 
unsintered sand is removed and the resultant moulds or cores 
are taken out. Moulds produced in this manner can be used 
With all common casting materials. The properties of the 
castings thus represent exactly those of the standard parts 
manufactured subsequently. 

[0005] Another process is also knoWn, in Which a layer of 
packable particulate matter is stored in one area on a 
building base. This entire surface is covered With a binder. 
An appropriate curing agent is then applied in drops With a 
movable dispensing device on to a selected subarea of the 
complete layer of particulate matter and binder. Wherever 
the curing agent is deposited, the binder and particulates 
develop a bonded structure. Additional layers are built up by 
repeating the steps just described. After that, the bonded 
structure is separated from the loose particulate matter. 

[0006] Various devices are knoWn in the state of the art for 
implementing such rapid prototyping processes. 

[0007] A laser sintering machine is knoWn, for instance, 
from the German patent DE 198 46 478 Al, Which has a 
sintering chamber in a housing arranged With the optics of 
a sintering laser and a vertically movable Workpiece plat 
form in the building chamber. Also included is a material 
feeder With a spreader, Which feeds poWdered sintering 
material from a storage bin situated in the Workspace above 
the Workpiece platform. A job box With a bounding frame 
can be installed in the sintering chamber, such that the 
Workpiece platform is integrated as a container base, and 
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Which includes a carrier ?xture like a scissor jack or a carrier 
arm that acts to support the Workpiece platform during 
operation of the laser. 

[0008] The upper portion of the job box has holding or 
hanging means, for example for a crane, so that the job box 
can be replaced once the pattern has been completed. 

[0009] In addition, this document also describes hoW the 
job box could be slid like a draWer into the processing 
chamber, for Which guides are provided in the sideWalls of 
the processing chamber. 

[0010] Systems are also knoWn, in Which the job box or 
the Workpiece platform can be placed into the desired device 
With a forklift or a lift truck. 

[0011] HoWever, all the systems knoWn in the state of the 
art and in current practice have the demonstrated disadvan 
tage that the loading and unloading of the Workpiece plat 
forms or job boxes require relatively large amounts of time 
and space. 

[0012] Hence, it is the object of this invention to develop 
a device for pattern building in layers, Which requires the 
least possible amount of space, and Which makes it possible 
to reduce the respective time required even further. 

[0013] According to the invention, this requirement is 
ful?lled With a device for building patterns of the aforemen 
tioned type in layers, in that the Workpiece platform is 
loaded into the device from one side of the device and 
unloaded from the other side. 

[0014] Since the Workpiece platform can be loaded from 
one side of the device and unloaded from the other side, the 
processing time betWeen the building of tWo patterns can be 
minimized, in that during the time a Workpiece platform is 
being unloaded, the next Workpiece platform can be loaded 
into the device. 

[0015] In addition, the space required for such a device 
can be kept to the very minimum, since no other parts are 
needed. Also, no manoeuvring room is necessary above the 
device, for instance, to permit loading and unloading from 
the top. 

[0016] The term frame herein refers to any external item 
that forms a boundary for holding the device, and Which also 
enables parts to be lifted. Nevertheless, this does not exclude 
the possibility that the device may be essentially closed or 
that it has an extra closed housing. 

[0017] If the device has mainly an open frame such as a 
type of cage for stabiliZation, it can for example be adapted 
easily to a range of Workpiece platform siZes. Additionally, 
a frame also provides easy access. 

[0018] The loading and unloading of a Workpiece platform 
can be achieved With all types of transport means. For 
example, conveyor belts running through the device could 
be arranged. HoWever, at least one roller conveyor is the 
preferred means for loading and unloading the Workpiece 
platform. The use of such a roller conveyor eliminates the 
need for mobile transport means, like forklifts or lift trucks. 
Such a roller conveyor should run preferably in a substan 
tially straight line through the device. 

[0019] Fundamentally, the Workpiece platform could have 
any imaginable shape. Nevertheless, it can be manufactured 
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quite easily and adapted to the device according to the 
invention, if it has essentially a rectangular or square cross 
section in plan vieW. If in plan vieW the workpiece platform 
has essentially a rectangular cross-section, it is loaded and 
unloaded in a direction With the short side forward, or 
basically parallel to the long edge of the Workpiece platform. 

[0020] If the vertical positioning of the Workpiece plat 
form is achieved With at least one lateral linear guide on the 
frame, then no guides are required under the Workpiece 
platform. The guides run laterally along the Workpiece 
platform, preferably on the sides that lie mainly parallel to 
the loading direction. In such a design, the operating posi 
tion of the device is determined solely by the Workpiece 
platform and the position of the pattern to be built, and not 
by any guides situated beloW the Workpiece platform for 
raising it, Which Would necessitate a much greater operating 
height. 

[0021] The loading and unloading of the Workpiece plate 
is also very easy, since precise positioning With additional 
devices is unnecessary and conveyance into the device is 
limited. 

[0022] Due to the fact that the device can be built very 
compactly, the much stilfer construction method called for 
consequently makes the device very stable. 

[0023] The drive means for vertical positioning can be one 
of many types knoWn to those skilled in the art. It is thus 
possible, that tWo lateral shafts With one motor can be used 
to set the vertical position of the Workpiece platform, 
Whereby the motor preferably drives a synchronous belt 
coupling. The coupling could also be driven by a spur gear 
and shaft. 

[0024] Besides this, it is equally conceivable that the 
vertical positioning is achieved With at least tWo laterally 
arranged gear motors, Which arrangement does not cause 
any interference during loading and unloading. 

[0025] A preferred embodiment of the invention includes 
tWo motors connected to each other With a coupling. This 
coupling could, for example, operate mechanically With a 
vertical shaft. It is equally conceivable to connect the gear 
motors electronically in a master/slave operation. Such a 
coupling re?ects the principle of division of Work betWeen 
interdependent systems, Whereby the master (the ?rst motor) 
performs overriding tasks, While the slave (the second 
motor) performs speci?c subtasks. 

[0026] The gear motors are preferably integrated in the 
device such that they operate a recirculating ball screW, 
Which in turn displaces the lifting plates hinged to the 
Workpiece platform through a spindle nut. 

[0027] It has very often proven to be advantageous to 
mount the Workpiece platform in a job box such that the 
entire unit can be loaded in and out of the device. 

[0028] When the Workpiece platform or the job box has a 
primarily rectangular shape in plan vieW, it has been found 
that substantial amounts of non-productive time can be 
saved if the spreading process With the spreader is conducted 
over the short side of the Workpiece platform. An arrange 
ment of this type clearly leads to time savings. 

[0029] HoWever, it can occur that depending on the design 
of the spreader, at least beyond a certain length of spreader 
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such an arrangement results in a noticeable amount of sag, 
Which can no longer be tolerated in the spreading process. 
Such sagging could be balanced out With an adjustable 
spreader edge. This spreader edge is preferably made up of 
a polished steel strip that can be reset at regular intervals 
With adjustment screWs. 

[0030] Additionally, the adjustment screWs can also be 
used to set the inclination of the steel strip. 

[0031] The spreading is achieved preferably With a slit 
spreader having tWo edges. One edge is for setting the height 
of the particular material’s layer, for example that of the 
moulding sand, and the second edge de?nes the spreader’s 
slit Width. 

[0032] In addition, the spreading can also be achieved 
With a roller spreader. The material is deposited With one 
roller, Which rolls in a direction opposite to that of the 
spreading direction in the building area, Whereby the mate 
rial is spread out in a thin layer. 

[0033] Especially in cases Where a laser sintering device is 
utiliZed, the upper Workspace of the frame includes the 
optics of a sintering laser. 

[0034] Additionally, it is also conceivable that the upper 
Workspace of the frame includes a dispensing system for 
spraying ?uids and a Drop-On-Demand system, such that 
the pattern can be built up With a type of inkjet technology. 

[0035] The device according to the invention has been 
found to be particularly advantageous for a laser sintering 
process or a process to build casting patterns from moulding 
sand, casting resins, and respective curing agents. 

[0036] The preferred embodiment of the invention Will 
noW be explained in more detail With reference to the 
accompanying draWings, in Which: 

[0037] FIG. 1 is a three-dimensional representation of the 
device according to a preferred embodiment of the invention 
shoWing a mounted job box; 

[0038] FIG. 2 is a three-dimensional representation of the 
device depicted in FIG. 1, but Without the job box in place, 
and 

[0039] FIG. 3 is a detailed section of the arrangement 
depicted in FIG. 2. 

[0040] FIG. 1 represents an embodiment of the device 
according to the invention, Whereby the device could be 
utiliZed, for example, to build patterns in layers from moul 
ding sand, casting resins, and curing agents. 

[0041] Another possible embodiment of the invention 
could just as Well be applied in other processes such as 
selective laser sintering. 

[0042] The device depicted has a frame 1, Which is a type 
of cage to Which other parts are hinged directly or indirectly. 
The device has a Workpiece platform 17 that can be moved 
vertically essentially in the Z-direction, and Which is 
mounted in job box 2. In plan vieW, Workpiece platform 17 
and job box 2 are essentially rectangular in cross-section. 

[0043] The Workpiece platform 17 enclosed in job box 2 
of the device as depicted in its preferred embodiment is 
loaded into the device in the direction shoWn by arrow 18 
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and unloaded in the direction shown by arrow 19. It is 
apparent that frame 1 must have the necessary openings for 
this purpose. 

[0044] In order to make it easy to load and unload job box 
2, a roller conveyor 3 is included, which runs in a straight 
line through the device. 

[0045] Charging of the device according to the preferred 
embodiment of the invention as illustrated is achieved with 
roller conveyor 3. This has the advantage that the customer 
can integrate the device in a space-saving manner into an 
existing roller conveyor system. Consequently, there is no 
need locally for any mobile transport means such as fork 
lifts, cranes, or lift trucks. 

[0046] Since the device can be loaded and unloaded from 
both sides and since several workpiece platforms l7 and job 
boxes 2 can be used, the time between building processes 
can be minimized, since the unloading of one job box 2 can 
be achieved simultaneously with the loading of the follow 
ing one from the opposite side. 

[0047] Following lateral loading of job box 2 and its 
workpiece platform 17 into the device with the short edge of 
job box 2 or workpiece platform 17 forward in the loading 
direction 18, job box 2 is ?xed in the loading direction with 
pneumatically actuated plungers 8. 

[0048] Additionally, lengthwise along the side of job box 
2 are four catches 15, two per side, that engage in workpiece 
platform 17 from underneath. 

[0049] The workpiece platform 17 is arranged on catches 
15 with conical supports. As such, workpiece platform 17 
has appropriate recesses for engaging catches 15. It is 
preferred to have two conical catches l5 situated diagonally 
across one another, such that workpiece platform 17 can be 
mounted into the device in either direction. The two conical 
supports of catches 15 are designed such that they position 
workpiece platform 17 precisely. On the other hand, the 
other two conical supports are ?at such that workpiece 
platform 17 can align itself accordingly. In this way, work 
piece platform 17 is mounted horiZontally exactly as 
de?ned. 

[0050] The vertical positioning of workpiece platform 17 
is achieved with at least one lateral linear guide 12 on frame 
1. Hence, no guides are necessary under workpiece platform 
17. The linear guides 12 run laterally to workpiece platform 
17 on the sides that are essentially parallel to loading 
direction 18. 

[0051] Displacement of workpiece platform 17 is 
achieved with two motors situated on the sides of frame 1, 
which operate in a master/ slave arrangement over an elec 
tronic coupling and drive a recirculating ball screw 13, 
which in turn displaces two lifting plates 16 through a 
spindle nut 14. For adjusting the vertical position, each of 
the two catches l5 situated one on each side, is attached to 
a lifting plate 16. 

[0052] After workpiece platform 17 is ?xed in the device, 
it is raised initially to its highest position to prepare it for 
commencement of the building process. 

[0053] The upper workspace of the device has a material 
feeder with a spreader 4. The spreader 4 is for feeding of 
material, herein moulding sand, out of a storage bin 10 
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attached ?rmly to frame 1 and situated in the workspace 
above workpiece platform 17. The storage bin 10 is supplied 
with moulding sand by a vacuum feeder 9. The spreader 4 
deposits the moulding sand on to workpiece platform 17 in 
the speci?ed thickness. 

[0054] The spreader 4 is ?lled with a vibratory conveyor 
11 set into vibratory motion through a pneumatic shaker. The 
vibratory conveyor 11 is attached to storage bin 10 through 
?exure joint 20. Shaking of vibratory conveyor 11 causes 
sand to be conveyed into the appropriately positioned 
spreader 4. 

[0055] To be able to convey the moulding sand as uni 
formly as possible over the full length of vibratory conveyor 
11, it is necessary to maintain the same level of sand in 
storage bin 10. Different levels of sand result in different 
degrees of pressure on the dispensing slit of vibratory 
conveyor 11 resulting in the dispensing of accordingly 
different volumes. Since vacuum feeder 9 ?lls storage bin 10 
in approximately its middle, an appropriate ?xture is 
required to even out the sand level. This is achieved with two 
screw conveyors that feed from the middle outwards in 
opposing directions. This approach requires little effort to 
level out the moulding sand adequately. 

[0056] As illustrated in FIG. 1, the spreading process with 
spreader 4 is done along the short edge of the building area 
as seen in a plan view of a rectangular cross-section of 
workpiece platform 17. This approach can result in substan 
tial time savings due to the much shorter path to be covered. 

[0057] However, since spreader 4 can sag noticeably along 
its length, spreader 4 in its preferred embodiment shown has 
an adjustable spreader edge that can be adjusted for balanc 
ing out any sag. 

[0058] A dispensing system adapted for spraying ?uids 6 
is used subsequently to apply a casting resin on to the 
moulding sand in precisely the desired volume ratio. 

[0059] Subsequently, the surfaces of the sand-resin mix 
ture to be hardened with an appropriate curing agent are 
bonded through selective application with a Drop-On-De 
mand system 7 according to the prior art of an inkjet 
pressure head. 

[0060] The workpiece platform 17 is then lowered and the 
process repeated until the casting pattern is completed. The 
job box 2 is subsequently unloaded from the device during 
the simultaneous loading of a new job box 2. 

LIST OF REFERENCED NUMBERS 

[0061] 1 Frame 

[0062] 2 Job box 

[0063] 3 Roller Conveyor 

[0064] 4 Spreader 

[0065] 5 Gear Motor 

[0066] 6 Dispensing system for spraying ?uids 

[0067] 7 Drop-On-Demand System 

[0068] 8 Plunger 

[0069] 9 Vacuum Feeder 

[0070] 10 Storage Bin 
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[0071] 11 Vibratory Conveyor 

[0072] 12 Linear Guide 

[0073] 13 Recirculating Ball ScreW 

[0074] 14 Spindle Nut 

[0075] 15 Catch 

[0076] 16 Lifting Plate 

[0077] 17 Workpiece Platform 

[0078] 18 Loading Direction 

[0079] 19 Unloading Direction 

[0080] 20 Flexure Joint 

1-16. (canceled) 
17. A method for pattern building in layers, comprising 

the steps of: 

a) feeding material including a molding sand to a Work 
piece platform that is positioned Within a frame of a 
pattern building device, the Workpiece platform being 
height adjustable, the Workpiece platform being essen 
tially rectangular in plan vieW, and the Workpiece 
platform having a pair of longer edges and a pair of 
shorter edges When vieWed from the top; 

b) spreading the material including the molding sand by 
translating a spreader along at least one of the shorter 
edges of the rectangular cross-section of the Workpiece 
platform; 

c) selectively contacting the material including the mold 
ing sand With a casting resin and curing agent; 

d) curing the casting resin in contact With the molding 
sand for forming a cured layer; 

e) adjusting the height of the Workpiece platform; 

f) successively repeating at least steps (a)-(d) until a metal 
casting mold pattern is completed. 

18. The method of claim 17, Wherein the selectively 
contacting step (c) includes a step of depositing a curing 
agent onto a mixture that includes the molding sand and the 
casting resin using a drop-on-demand system. 

19. The method of claim 18, Wherein the depositing step 
includes dispensing the curing agent from a drop -on-demand 
system that includes an ink-jet dispenser. 

20. The method of claim 17, further comprising steps of 
loading and unloading the Workpiece platform. 

21. The method of claim 20, Wherein the step of loading 
the Workpiece platform on a ?rst side of the device and the 
step of unloading the Workpiece platform occurs on a second 
side of the device. 

22. The method of claim 19, further comprising steps of 
loading the Workpiece platform on a ?rst side of the device 
and unloading the Workpiece platform from a second side of 
the device. 

23. A method for pattern building in layers, comprising 
the steps of: 

a) loading a Workpiece platform Within a frame of a 
pattern building device from a ?rst side of the pattern 
building device, the Workpiece platform being essen 
tially rectangular in plan vieW, and the Workpiece 
platform having a pair of longer edges and a pair of 
shorter edges When vieWed from the top; 
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b) feeding material to the Workpiece platform that is 
positioned Within a frame of a pattern building device, 
the Workpiece platform being height adjustable Within 
the frame; 

c) spreading the material by translating a spreader along 
at least one of the shorter edges of the rectangular 
cross-section of the Workpiece platform; 

d) balancing out sag of the spreader along its length; 

e) curing the material for forming a cured layer; 

f) adjusting the height of the Workpiece platform; and 

g) successively repeating at least steps (a)-(e) until a 
pattern is completed; and 

h) unloading the Workpiece platform from a second side 
of the device. 

24. The method of claim 23, Wherein the feeding of the 
material includes vibratingly advancing the material from a 
storage bin located above the Work piece platform. 

25. The method of claim 23 Wherein the curing step 
includes a step of contracting a curing agent With a resin. 

26. The method of claims 25, Wherein the contacting step 
includes depositing a curing agent from an ink-j et dispenser. 

27. The method of claim 24 Wherein the curing step 
includes a step of contracting a curing agent With a resin. 

28. The method of claims 27, Wherein the contacting step 
includes depositing a curing agent from an ink-j et dispenser. 

29. A method for pattern building in layers, comprising 
the steps of: 

a) feeding material including a molding sand admixed 
With a resin to a Work piece platform that is positioned 
Within a frame of a pattern building device, the Work 
piece platform being height adjustable, the Workpiece 
platform being essentially rectangular in plan vieW, and 
the Workpiece platform having a pair of longer edges 
and a pair of shorter edges When vieWed from the top; 

b) spreading the material including the admixture of 
molding sand and resin by translating a spreader along 
at least one of the shorter edges of the rectangular 
cross-section of the Workpiece platform; 

c) balancing out sag of the spreader along its length; 

d) selectively contacting the material the admixture of 
molding sand and resin With a curing agent via an 
ink-jet deposition head; 

e) curing the casting resin in contact With the molding 
sand for forming a cured layer; 

f) adjusting the height of the Workpiece platform; 

g) successively repeating at least steps (a)-(e) until a metal 
casting mold pattern is completed. 

30. The method of claim 29, Wherein the feeding of the 
material includes vibratingly advancing the material from a 
storage bin located above the Work piece platform. 

31. The method of claim 29, further comprising steps of 
loading the Workpiece platform on a ?rst side of the device 
and unloading the Workpiece platform from a second side of 
the device. 

32. The method of claim 30, further comprising steps of 
loading the Workpiece platform on a ?rst side of the device 
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and unloading the workpiece platform from a second side of 35. A metal casting pattern made according to the method 
the device. of claim 23. 

33. The method of claim 29, Wherein the Workpiece 36. A metal casting pattern made according to the method 
platform is mounted in a job box. of claim 29. 

34. A metal casting pattern made according to the method 
ofclaim l7. * * * * * 


